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1., The ijoskovski Ordens Lenina Steankostroitelny Zavod Krasny Proletari
(Moscow Order of Lenin Machine Tool Factory "Red Proletarian®),
controlled by the llinistry of iachine Tool Consjruction, is one of the
oldest machine tool factories in the USSR. It was founded about 1860
The factory has been enlarged considerebly since the revolution and is
now one of the largest machine tool factories in the country. Expansion

was particulerly noticeable in 1931 and 1932,

OF ITS CONTENTS IN ANY WANNER TO AR™D
HIBITED BY LAW. REPRODUCTION OF THIS FORM 15-PR®

2« The factory is lOca;ced at 15 Malaya Keluzhskaye ulitsa, loscows A breanch
line sbout le.5 km in length connects the factory with Ksnatchikovo Station
on the Moscow Circular Railways This branch line crosses the following

streets: b5th, 6th, and lst Donskoil Pr%ndd.

Products

3., The factory produces lathes of all types. Specislization in the produc=
tion of lathes began in 1929 with maess production of DiP-20 lathes. This
was followed by the production of "DipP=500 and Model 26 lathes. Initially,
the lathes producdd by the factory were for general use; but later the
factory turned out special lathes of a complicated design made up of several
components, as well as semi-automatic and automatic lathes. During the war,
the factory produced special lathes for the aviation industry, ordnance
factories, transport mechinery works, and ammunition factories.

/74, The following types of lathes ere produced:

DiP-20 : A universal lathe which was mass-produced for a period
of 10 ysars. Production was stopped in 1944, when this lathe

WBb repiaced by ones of improved design. A great many of
DiP-20 lathes are still in use in factory shops.

A universal lathe which is being turned out in great numbers.

Dip-200+

T ' Welght, about 1.5 tong heipght of centers, 200 mm.; distance y
l . : Setweon centers, 1,000 mme.; motor, & KWe :
fa b ‘ &
; Vy DiP-300: Universel lathe. fWelight,approximately 3 tons; height )
Lo
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centers, 300 mm.; distance vetween centers, 1,500 mme

Mass produced until 1946, when 8ll drawings and special equip-
ment for the production of these lathes were handed over to

& machine tool fmctory in the Bouthern USSR. YYany of these
lathes are used in the shops of the Krasny Proletari Factorye

I D 64 ¢ Universal turning lathe. Weight, about 6.5 tonsg height of
centers, 400 mmes.distence between centers, 3,000 mme - This
is in current production.

1.D 65 : Ileavy universal 1athe, weighing about 12 tonsg height of
centers, 500 mm.; distence between centers, 5,000 mae
This lgthe is in current productions

i

‘DiP 162 M: Univefsal lathe, in current productions

Model 132: Spec{al heavy multiple-tool semi-automatic lathe for turn-
ing crankshaft cheeks. This is a heavy lathe weighing
aboit 33 tons.

Hodel 134: Spécial multiple-tool lathe for turning connecting rod
journsls for crankshafts of aireraft engines. A great
pumber was produced during the war. In current produc-
tione :

. lMddal 135: Special multiple-tool lathe for turning large orankshafts,

Model 136:. Special lathe for turning medium=sized crankshafts.
Produced at present for the motor vehicle and tractor
industrye

Modol 141:  Special heavy turning end thread-cutting lathe for turning
. et %

© gun barrels up to 6 me in lengthe Produced during the war
and still in production.

iodsl 142: A special heavy lathe for turning gun barrels and long
pipes. Produced during the wer and still in productions

Model 91 (MK-71) )

Model 92 (MK~72) )
R T ( - This group of specisl medium weight
- Model 93 (UK=78) ) lathes for turning camshafts is in

B (. current production.

lodel 94 )

(

Model 96 )

Mr=3L :+ Special maltiple-tool lathe for turning heads of projectilese
: Yres produced during the war and ig still in production.

1
Model T4: Bpecial lathe for motor vehicle and tractor industrys
- In current productiéh.

K=-12L = ﬁpecial multiple=tool lathe for turning crenkshafts of
portable engines.

MK=21 High-speed turning lathe of latest -type. Preparations are

T being made for thils lathe to be produced in large series.

-

Model 1830 (171):  Hultiple-tool semi-sutonatic. lathe.

Modol 183 (172) ¢ " v T

vupdel 183 52(17§)}' Mhlt{plé-téoi sutomatic lathe.

Machine tools 1830, 183, and 1835 A are uged for turning rail car
axles (sutomatic turning). Rail car worka using these lathes have
reported that-they have gpoeded up and simplified the production
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Model 44 : Universal multiple-tool semi-automatic lathe., ) These lathes

( - are produced
Hodel 45 = Universal multiple-tool semi-automatic lathes )  in medium series.

Hodel 1620 & Thread=-cutting lathe; 20 K¥ motor - 250 rém.

Model 1720 & Jultiple tool semi-automatic lathe for {turning articles
up. to 200 mmq dlameter.

Model 17301: Multiple tool semi-automatic lathe for turning cylinders,
shafts, and pistons. ’

K-35

"

Multipla—tool semi-automatic lathe for turning aluminum pistonse

K-74 = Hultlple-tool seml—automatlc 1atbe for turning motorcycle
comshafts. '

1 4 283: "Vertical six~-spindle multiple-tool semi-automatic lathe for
o turning articles with a dismeter up to 300 mm.

Hodel 243 "No details.
Model 177: Special mﬁltipleftool semi-automatic lathe,

5 In addition, the féctory produces other lathes for special purposes. The
designs of meny of these special lathes are based on those which are mass-
produceds For -instance, llodel 94 and others are based on DiP-300, and the
d651gns of several othor lathes are based .on DiP=200.

6s In the,Krasny Proletari Factory, as in all machine factories in the USSR,
the First Engineering Shop (Pervy liekhanicheskl Tsekh) has a department
far the production of agricultural parts. In 1947, approximately 100,000
of these articles, consisting mainly of spare parts for tractors, were
produced. Of these, sbout 603000 were tractor gears and forks,

Qutput and Technology

Te Output of the factory is as followss

1940 about 4,000 machins tools of dlfferenﬁ types.

1945 - " 5,100 " "

JBIe = June'1948 " 3,100 " ki i} " 1
September 1948 " 545 n * " 1 7
Gotober 1948 " 530 u moon "

1948 (estimated)  6,300=6,500 " woow n "

8s Some of the lathes are exported, but informent does not know to which
countriéss

9« In February 1948, the factory paedged itself to complete the Five Year
Plan in four years. As the factory is unable to increase, to any great
extent, its personnel or equipment, it hopes to fulfill this promise by
bringing about orpenizetional and techunical Improvements, including the
following:

8« Tigh-speed method of metal treatment (motod skorestuoi
obrabotkl metallov), supervised by an enginesr of the
factory named Bolotin,

be lLerge-scale use of so-called j%dapted” (prisposoblenny) machine
tools. These are universal metal-cutting mechine tools
specially adapted for carrying out a particulsr cperations

oe  Increase in the employmenf of conveyer beltse

10. The high-speed method of metal treatment, obtained by increasing the
rpm of lathes and by using cutting tools made from hard alloys, was in use
on & small scale st the Krasny Proletari Pactory during the war. This
method is now being introduced throughout. the factory. The hard slloys are
received from the lMoscow Hard Alloys Combine, Among the alloys used are
T-30K4, T-oK?, and T-10K6. )
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11. Technological equipment for adapted machine tools is produced by the
factory tool shop.  Duriug the First six months of 1948 the factory produced
almost as much as during the whole of 1947, This comprised about 2,500
miscellaneous tools, about 500 stemps of various types, and about 7,000
gpecial toolse

12, As a result of these measures, output has increased considerably with the
corresponding reduction in the number of man/hours required for a particular
operatione Examples of this are as follows:

8. In 1946, the production of & universal multiple-tool semi-
automatic lathe Model 44 required about 1,800 man/hours;
in 1947, about 1,300 men/hoursy and in 1948, sbout 1,100 man/ hourse

e In 1946, when the multiple-tool gemi-automatic lathe jlodel 1830
" was Pirst manufactured, production required about 13,000 man/hours;
in 1947, sbout 10,000 man/hours; and in 1948, about 8,500 man/hours.

6e In 1946, in the first yesr of production, the rmultiple~tool
gemi-automatic lathe Hodel 183 required sbout 10,500 man/hours;
in 1947, about 8,500 man/hours; sand in 1948, about 7,500 man/hours.

Tho man/hours given above do pot include time spent on articles manufactured
in other factories, such as ballgbearings and castingse Time spent on paint-
ing and packing of machine tools is included.

13, The quality of the machinery produced is rising snnually as a result of
improvement,in‘ﬁechnioal control and technologienl processes, introduction
of conveyer polts and aubomatic equipment which reduces individual errors
end insccuracies, and fncreased experience of the workriene

14, Informant states that the DiP-300 end DiP-200 laethes, nass-produced by
the Krasny Froleterl Factory at the beginning of the wer and in use at the
factary, required complete overhaul aftor two yearse The lathes were operated
on three shifts, often by inexperienced workmen. A% present, lathes are
operated for 3%-— 4 years without requiring overhaul and without loss of efficlency,
although they work three shiftse. :

Personnel
Jodhid it

15 Directors Ae Is Vorobiyev, who replaced P. Teranichev in 1946 when the latter
: was appointed Deputy 1inister of Machine Tool
Construction of the USSR. Tarsnichev was director
of the factory throughout the war, during which
period Voroblyev was in charge of the First
Engineering Shope
Chief Engineer: Gennichenko (Stelin Prize Laureate).
thief Technolopgiste Shchukarev. . :
_ Chief Mechenics: DBolshtein. Lo
Chief Designer: Annenberg (Stalin Prize Laureate). His staff off designers:
includes Fedin, Surguchev, Bolotin, Levshunov, snd Katse

16. The approximste numbsr of employees of the factory is 6,500,

Shops and Departments

17. Almost all the shops work in three shifts, as follows:

First shi?ﬁﬁ_ 8¢00 s.me to 4200 pama
Second shift: 4:00 peme to midnight
Third shift: midnight to 8:00 a.ms
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18. The factory has the following shapss
1st Engineering Shop- (Pervy Hekhanicheski Tgekh), also called the
" iechine Tool Engineering Shop {Stanko-ifekhenicheslki
Tgelh): This is the largest shop in the factorys
I+ msnufactures arbicles used in the mass production
of machine tools. Equipped with conveyer boltse

2nd Bngineering Shop: A very large shop manufecturing pafts for heavy‘
‘end special machine toolse

1st Mechine Tool Assembling Shop (Pervy Stankosborochny Tsekh): )
o A very large shop engaged in asgembling mass-
produced machine tools.

2nd Machine Tool Assembling Shop: Also a very learge shop employed iIn
o agsembling heavy and special machine toolse

3rd Engineering and Assembling Shop (Treti Mekhano-Sborochny Taekh)

Tool Shop (Instrumentalny Tsokh)

Repeir Shop {Remontny Tseld)

Experimentai Shop’(Eksperimentdlny Tsekh)

Thermic Shop (Termicheslki Tsekh)

Electrical Shop (Elektrotsekh)

Forge (Kuznechny Tsekh): Very large and well equippeds The forge now
undertakes work which was previously done &t
other factoriess 1t also does work for the
‘1t Stete Bearing Factory i/n L, W. Kaeganovich,
Moscowe

Planning Shop (Tsekh po Planirovaniyu)

Machine Tool Expor®t Shop (Tsekh Iksportnykh Stenkov)

gtendardizetion Shop (Tsekh Normalei)

gteam Power Shop (Parosilovol Tsekh)

shop for the Electrification of Machine Tools (Tsékh Elektrifikafsii
§henkov)

Packing and Despatch Sﬁop: About 20 machine tools sre packed snd despatehed
’ ) de.iiy.

Technological Laboratory
Abragive Meterial Workshops: Hechanical and chemical. treatment of
: ‘ grinding wheels, ineluding testing for
‘ strength and balance.
19, Departments of the factory are §§ folluwsz
Porsonnel and Péy Department
Technical éontrol H
Sales Department (thel Shyta)
Chief Mechenie's Department
Planning and Production Department

Design Department Hag

ST A
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Supply Depsartment
Training Department: {Fz0, ises, factory apprentices!? school,
for several hundred trainees, which is situated
‘negr the factory at 15 Hoghaiskaya ul., Moscow)
Chief Accounting Department
Juridical Department

Standardizetion Department

JateMAkdrpials

Rew m&terial,’sami—finished, énd finished articles required by the factory
are obtained chiefly from undertekings in Hoscow Oblagts '

Be

b

Ce

de

N\
Most of the castings are obtained from the Stenkolit llechine Tool
Construction Factory, lMoscow; anme from the Stankolit Factory, Leningrad;
and & small quantity from the Tsentrolit iachine Tool Construction
Factory, Tbilisi. In addition, castings are received from three iron
foundaries situated in the Moscow Gblaste. The factory produces salmost
all its forgings, but a few are obtained From the Elsktrostal Works at
Hovo~Kramatorsk, which belongs to the Ministry of Heavy lMachine Construc-
tione

Rolled metal is received from the Serp 1 iolot Works in Moscow and from
the RidicStabbaboWpikgg Bothoof,whirhters controlled by the Ministry of
Hetallurgy.

Ball bearings are received from the lst State Bearing Factory yh
Kaganovich, Moscowy from the 2nd State Bearing Factory, Moscowg from

the 6th State Bearing Factory, Sverdlovsk; and from the 3rd State
Bearing Facbory, Saratov, '

Three-querters of the nuts, screWs, pins, washers, etc., required for
the machine tools are received from works in Moscow Gblasty the remasin-
der are made at the factory. ’

Deliveries of raw material and articles are often irregular and cause delay
in production. This applies in particular to the deliveries of ball bearings
and castingse
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